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(57) Abstract: A heat spreader (20) is added to a package to enhance thermal and advantageously electrical performance. In man- 

ufacture, a heat spreader precursor (24) is advantageously placed over a group of dies and secured after bonding (e.g., wire or tape 
^ bonding or flip-chip bonding) and before matrix/block mold. For example, a package strip ( 10) may consist of a row (linear array) of 

groups of die attach areas (e.g. in a rectangular array of four). The heat spreader precursor (20) may accommodate one such group 
Q or multiple groups along the package strip (10). The package strip (10) may then be singulated to form the individual packages. 
^ Each singulated package includes a die (14), its associated substrate 16 (e.g., either a lead frame or interposer type substrate) and a 

portion of the heat spreader precursor (24) as a heat spreader (20). 
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THERMAL ENHANCED PACKAGE FOR BLOCK MOLD ASSEMBLY 
CROSS REFERENCE TO RELATED APPLICATION 

5 This application claims the benefit of U.S. Provisional Patent Application Number 

60/415,1 89 filed on 30 September 2002, which is incorporated by reference herein in its 
entirety. 

BACKGROUND OF THE INVENTION 
10 1. Field of the Invention : 

This invention relates to semiconductor device packages. More particularly, this 
invention relates to thermally enhanced, molded plastic semiconductor device packages. 

2. Description of the Related Art : 

15 Molded plastic packages provide ©avironmental protection to integrated circuit 

devices (dies). Such packages typically include at least one senuconductor device (die) 
having its input/ou^ut (I/O) pads electrically connected to a lead firame type substrate or 
an inteiposer type substrate, with a molding compound coating the die and at least a 
portion of the substrate. Typically, the I/O pads on the die are electrically connected to 

20 bond sites on flie substrate using either a wire bonding, tape bonding, or flip-chip bonding 
method. The lead frame or interposer substrate transmits electrical signals between the VO 
pads and an electrical circuit external to the package. 

In semiconductor device packages having a lead frame type substrate, electrical 
signals are transmitted between at least one die. and external circuitry, such as a printed 

25 circuit board, by an electrically conductive lead frame. The lead frame includes a plurality 
of leads, each having an inner lead end and an opposing outer lead end. The inner lead 
end is electrically connected to the I/O pads on the die, and the out^ lead end provides a 
temiinal for connecting to the external circuitry. Where the outer lead end teraiinates at a 
face of the package body, the package is known as a "no-lead" or "leadless" package. 

30 Examples of well-known no-lead packages include quad flat no-lead (QFN) packages, 
which have four sets of leads disposed around the perimeter of the bottom of a square 
package body, and dual flat no-lead (DFN) packages, which have two sets of leads 
disposed along opposite sides of the bottom of a package body. 

1 
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In semiconductor device packages having an interposer type substrate, electrical 
signals are transmitted between at least one die and external circuitry, such as a printed 
circuit board, by a substrate comprising multiple layers, usually 2 or 3 thin layers, of 
dielectric material having electrical traces, pins, vias, and the like formed thereon. This 

5 type of substrate is typically used in grid array packages, such as ball grid array (BGA) 
packages, pin grid array OPGA) packages, land grid array (LGA) packages, fine ball grid 
array (FBGA) packages, flexible ball grid array (FxBGA) packages, and any other type of 
package that requires lands on the package to be arranged at a suitable circuit board-attach 
pitch (a "grid array**). Solder balls, bumps or pins may be disposed on the lands, as in 

10 BGA and PGA type packages, to facilitate connection to the circuit board* 

In any type of molded plastic package, operation of the die generates heat that must 
be removed to maintain its operating integrity. While some heat is dissipated through the 
metallic components of the package, such as portions of the substrate and bond wires, the 
remainder is absorbed into the molding compound. Problematically, the molding 

15 compound is a poor thermal conductor. As a result, attempts have been made to improve 
the thermal dissipation performance of the molded plastic package. 

One way to increase thermal dissipation performance of a molded plastic package 
is to dispose a metallic heat spreader within the package. In one common design, the 
metallic heat spreader is placed below the die. Examples of such heat spread^- designs are 

20 provided, for example, in U.S. Patent Nos. 5,367,196 and 5,608,267, both to Mahulikar et 
al., and in U.S. Patent No. 5,650,663 to Parthasarathi, aU of which are incorporated by 
reference herein in their entirety. 

In anoth^ common design, the metalUc heat spreader is spaced above the die, such 
that the die is positioned between the heat spreader and the substrate. In this design, the 

25 heat spreader typically includes downwardly directed portions that contact the substrate, 
the die, or both. The downwardly directed portions may be adhered to the substrate and/or 
die using a dielectric adhesive. Such heat spreaders typically act to spread the heat 
throughout the encapsulant over an area larger than that of the chip. One example of such 
a heat spreader is provided in U.S. Patent No. 6,432,742 to Guan et al. Another example 

30 of such a heat spreader is provided in U.S. Patent No. 5,977,626 to Wang et al. 

Unfortunately, manufacturing methods for packages employing this type of heat spreader 
have not lent themselves to the high level of automation needed for assembly of lower cost 
molded plastic packages. 
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One attempt to automate the assembly of molded pliastic packages with heat 
spreaders is provided in U,S. Patent No. 6,432,749 to Libres (the '749 patent), which is 



manufacture in which heat spreaders are provided in strip format to allow a plurality of 



substrate such that the edge of the encapsulating material is coincident with a reduced 
cross-sectional pillar connecting an adjacent heat spreader. The reduced cross-sectional 
pillar is then cut to separate the packages. Where the substrate is a leadframe, the '749 

10 patent teaches adhering the heat spreader to the leadframe using a non-conductive 
adhesive to prevent electrical shorting. While this method provides for automated 
assembly, the assembly requires that the packages be individually molded (i.e., pocket 
molded) to reveal the cross-section^ pillar so that it may be cut. The use of individual 
molds for each package is undesirable for certain applications because it makes the 

15 molding process prone to manufacturing defects such as misalignment of the individual 
molds relative to the die and substrate. In addition, the method described in the *749 
patent requires the use of non-conductive adhesive to secure the heat spreader to the 
leadframe to prevent electrical short circuits. This is another step in the manufacturing 
process where defects can occur. 

20 There remains, therefore, a need for a method for the automated manufactiure of 

thermal enhanced molded plastic packages that does not require complex manufacturing 
steps. 



The above-described and other drawbacks and deficiencies of the prior art are 
overcome or alleviated by a device comprising: a substrate having first and second generally 
opposite surfaces, the substrate first surface having a plurahty of bond sites disposed thereon; a 
die having first and second generally opposite surfaces parallel to the substrate first and second 
30 surfaces, the die first surface having a plurahty of I/O pads disposed thereon, the I/O pads 

being electrically connected to the bond sites; a molding compound encapsulating the die and 
at least the first surface of the substrate; and a heat spreader at least partially embedded in the 



incorporated by reference herein in its entirety. The *749 patent describes a method of 



5 packages to be assembled at the same time. The strip of heat spreaders is placed over the 
die and substrate, and a molding compound is disposed over the heat spreader, die, and 



BRIEF SUMMARY OF THE INVENTION 
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molding compound. The heat spreader has a peripheral cut edge portion aligned wifli and not 
recessed from associated peripheral cut edge portions of the substrate and molding compoimd. 

The substrate may be a metallic lead frame, or may comprise a dielectric material 
having first electrical conductors disposed thereon, with the first electrical conductors being 

5 selected from at least one of electrically conductive traces, layers, vias, pins, and combinations 
including one or more of the foregoing. An array of second electrical conductors may 
electrically couple the substrate to an extemal circuit, with the second electrical conductors 
being selected from at least one of solder balls, solder bumps, solder paste, pins, and 
combinations including one or more of the foregoing. The I/O pads on the die may be 

10 electrically connected to the bond sites on the substrate using wire bonding, tape bonding, or 
flip-chip mefliods. 

In one embodiment, heat spreader has first and second generally opposite surfaces 
parallel to the die first and second surfaces. The heat spreader second stirface is covered by the 
molding compound, and the heat spreader first surface is uncovered by the molding compound. 
15 The heat spreader may include a protrusion extending from the heat spreader second surface, 
with the protrusion contacting the die. In another embodiment, the heat spreads includes a 
down-set leg contacting the substrate first surface. The heat spreader may be electrically 
connected to the substrate. Altematively, the heat spreader is enturely separated from the 
substrate. 

20 In another aspect of the invention, a method for manufacturing packaged 

semiconductor devices includes: di^osing a plurality of dies onto a pluraUty of intercoimected 
substrates; electrically connecting I/O pads on each die in the plurality of dies to bond sites on 
an associated substrate in tihie plurality of intercoimected substrates; securing a plurality of 
interconnected heat spreaders over tiie plurality of dies; ovennolding the plurality of dies, the 

25 bond sites, and the plurality of interconnected heat ^readers with a continuoiis coating of 
molding compound to form a plurality of interconnected package precursors; and singulating 
the interconnected package precursors to provide a plurality of packages. 

In one embodiment, the plurality of intercoimected heat spreaders includes a downset 
portion disposed at a perimeter of the plurality of interconnected heat spreaders. Securing the 

30 plurality of interconnected heat spreaders over the pluraUty of dies includes disposing the 
downset portion on the plurality of iuterconnected substrates, and the singulating includes 
singulating through the downset portion to provide a package having a heat spreader entirely 
separated from the substrate. 
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The detaUs of one or more embodiments of the invention are set forth in the 
accompanying drawings and the description below. Other features, objects and advantages of 
the invention will be apparent from the description and drawings, and from the claims. 

5 BRIEF DESCRIPTION OF THE DRAWINGS 

The invention will be more fully understood from the following detailed description 
taken in conjunction with the accompanying drawings wherein like elements are numbered 
alike, and in which: 

10 FIG 1 is a cross-sectional elevation view of an exemplary package strip of the present 

invention having an interposer substrate; 

FIG 2 is a cross-sectional elevation view of a package singulated from the strip of FIG 

1; 

FIG 3 is a cross-sectional elevation view of an alternative embodiment of a package 
15 strip having an interposer substrate; 

FIG 4 is a cross-sectional elevation view of a package singulated from the strip of FIG 

- 3; 

FIG 5 is a cross-sectional elevation view of an exemplary package strip of the present 
invention having a lead frame substrate; 
20 FIG 6 is a cross-sectional elevation view of a package singulated from the strip of FIG 

5; 

FIG 7a is a cross-sectional elevation view of an alternative embodiment of a package 
strip having a lead frame substrate; 

FIG 7b is a cross-sectional elevation view of the package strip of FIG 7a having a 
25 theraially conductive material disposed between the dies and the heat spreader precursor; 

FIG 8a is a cross-sectional elevation view of a package singulated from the strip of 
FIG 7a; 

FIG 8b is a cross-sectional elevation view of a package singulated from the steip of 
FIG 7b; 

30 FIG 9 is a plan view of an array of interconnected heat spreaders forming a heat 

spreader precursor; 

FIG 10 is a cross-sectional elevation view of the array of interconnected heat spreaders 
taken along section A-A of FIG 9; 



5 



wo 2004/032186 9^ PCT/US2003/029569 

FIG 1 1 is a cross-sectional elevation view of title array of interconnected heat spreaders 
taken along section A- A of FIG 9 including a die contact protrusion; 

FIG 12 is a plan view of an alternative embodiment of the array of interconnected heat 
spreaders forming a heat spreader precvirsor; 
5 FIG 13 is a cross-sectional elevation view of the array of interconnected heat spreaders 

taken along section B-B of FIG 12; 

FIG 14 is a cross-sectional elevation view of the array of intercomected heat spreaders 
taken along section B-B of FIG 12 mcluding a die contact protrusion; 

FIG 15 is a plan view of an alternative embodiment of the array of interconnected heat 
10 spreaders forming a heat spreader precursor; 

FIG 16 is a cross-sectional elevation view of the array of interconnected heat spreaders 
taken along section C-C of FIG 15; 

FIG 17 is a cross-sectional elevation view of the array of interconnected heat spreaders 
taken along section C-C of FIG 15 including a die contact protrusion; 
1 5 FIG 1 8 is a plan view of a package strip of the present invention in various stages of 

manufacture; 

FIG 19 is a cross-sectional elevation view of the package strip taken along section D-D 
of FIG 18; and 

FIG 20 is a flow chart depicting a method for manufacturing a molded plastic package. 



20 



DETAILED DESCRIPTION 



Referring to FIG. 1 , a cross-sectional elevation view of a package strip, shown 
generally at 10, includes three interconnected package precursors 12, each of which includes a 

25 die 14 electrically connected to a substrate 16 and coated with a molding compound 1 8. 
Disposed above the die 14 and partially encapsulated in the molding compound 18 of each 
package precursor 12 is a heat spreader 20. The substrates 16 are intercoimected to form part 
of a substrate strip 22, and the heat spreaders 20 are interconnected to form part of a heat 
spreader precursor 24. The heat spreader precursor 24 includes down-set leg portions 26 that 

30 are coupled to edges of the substrate strip 22. 

In the manufacture of package strip 1 0, the heat spreader precursor 24 is placed over 
the dies 14 after the dies 14 have been electrically connected to the substrate strip 22 and 
before the molding compound 18 is appUed to the heat spreader preicursor 24, the dies 14, and 
a portion of the substrate strip 22. The molding compound 18 is advantageously appUed to the 
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^^^^ 

* strip 10 using a block mold, where a continuous coating of molding compound 1 8 ovemiolds 
each package precursor 12 in the package strip 10. After the molding compound 18 is cured, 
the package strip 10 is then cut along lines 28, such as by blade saw, punch, laser, water jet, 
etc., to singulate the package precursors 12 into individual packages, one of which is shown 
5 generaUy as 30 in FIG 2. 

As shown in FIG 2, each singulated package 30 includes a die 14 electrically connected 
to a portion of the substrate strip 22 (FIG 1), which forms the substrate 16 for the package 30, 
and a portion of the heat spreader precursor 24 (FIG 1), which forms the heat spreader 20 for 
. the package 30. The heat spreader 20 is at least partially embedded in the molding compound 
10 18 and has a peripheral cut edge portion 32 aligned with and not recessed from associated 
peripheral cut edge portions 34 and 36 of the substrate 16 and molding compound 18, 
respectively. The heat spreader 20 enhances the thermal and advantageously electrical 
performance of the package 30. In addition, the heat spreader 20 shields the die 14 from 
electro-magnetic forces acting on the package 30. 
15 Referring again to FIG. 1 , the heat spreader precursor 24 may include reduced 

thickness notch areas 38 disposed at sides of the package precursors 12. The reduced thickness 
, notch areas 38 ease singulation of the package precursors 12 by reducing the thickness of the 

heat spreader precursor 24 that must be cut during singulation. After singulation, the notch 
; areas 38 form part of a shoulder that remains embedded in the molding compound 18, as seen 
20 in FIG 2. The molding compound 18 acts on the shoulder to anchor the heat spreader 20 
within the molding compound 18. 

The down-set legs 26 support each of the interconnected heat spreaders 20 above the 
dies 14 in the substrate strip 10. Singulation of the package precursors 12 removes the legs 26, 
and results in a package 30 having a heat spreader 20 that is entirely separated from the 
25 substrate 16. Because the heat spreader 20 is entirely separated from the substrate 16, 

electrical isolation of the heat spreader 20 and the substrate 16 is ensured without the need for 
non-conductive adhesive, as is used with heat spreader designs of the prior art 

While in many package designs it is advantageous for the heat spreader 20 to be 
electrically isolated from the substrate 16, in other applications it is desirable to provide an 
30 electrical connection between the heat spreader 20 and substrate 16. For example, it may be 
desired to electrically ground the heat spreader 20 by electrically attaching the heat spreader 20 
to a bond site on the substrate 16 associated with electrical ground. For use in such 
applications, an altemative to the heat spreader precursor 24 may be used, as shown in FIG 3. 
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In the embodiment of FIG 3, a heat spreader precursor 24 includes down-set legs 52 
positioned between each of the package precursors 12 in addition to the legs 26 disposed at the 
perimeter of the heat spreader precursor 24. As shown by lines 28, singulation of the package . 
precursors 12 occurs at the portion of legs 52 contacting the substrate strip 22 and, as a result, 
5 portions of the legs 52 remain attached to each substrate 16 after singulation. 

FIG 4 depicts a cross sectional view of one package 54 singulated from the package 
strip 10 of FIG 3. As seen in FIG 4, each of the legs 52 is adhered to a pad 56 formed on the 
substrate 16 to form an electrical connection therebetween. Preferably, the leg 52 is adhered to 
the pad 56 with an epoxy adhesive. 

10 In the embodiments of FIGs. 1-4, electrical connection between each input/output (I/O) 

pad 60 on the die 14 and an associated bond site 62 on the substrate 16 is accomplished by 
wire bonding or tape bonding, wherein one end of a wire 64 or conductive tape (not shovm) is 
connected to the I/O pad 60 and an opposite end of the wire 64 is connected to the bond site 
62. It will be appreciated, however, that the electrical connection between the I/O pads 60 on 

15 the die 14 and the bond sites 62 on the substrate 16 may altematively be accompUshed by a 

flip-chip type connection, wherein the die 14 is flipped such that its I/O pads 60 can be directly 
electrically connected to the bond sites 62. By "directly" electrically connected it is meant that 
the interconnection is by a flip chip method without the use of an intervening wire bond or t^e 
bonding tape. Suitable attachments include solders with a primary constituent selected from 

20 the group consisting of gold, tin, and lead. 

In the embodiment of FIGs. 1-4, the substrates 16 are depicted as being of the 
inteq)oser type of substrate, which comprises multiple layers, shown as 3 tiiin layers 66, of 
dielectric material having electrical conductors 72 (e»g., traces, pins, vias, and the like) formed 
thereon. The electrical conductors 72 terminate at lands 68, which are exposed at the surface 

25 of the package 30 or 34. Additional electrical conductors 70 such as solder balls, solder 

bumps, solder paste, pins, and the like may be attached to the lands 68. Electrical signals are 
transmitted between the I/O pads 60 on the die 14 and external circuitry, such as a printed 
circuit board, by the wires 64, electrical conductors 72, lands 68, and electrical conductors 70. 
It will be appreciated that, while the present invention is appUcable to molded plastic packages 

30 having an interposer substrate, the present invention is equally appUcable to molded plastic 
packages having other types of substrates. For example, FIGs. 5-8 depict molded plastic 
packages having lead frame type substrates. 

Referring to FIG 5, a cross-sectional elevation view of a package strip 10 having a 
metallic lead frame type substrate strip 22 includes three interconnected package precursors 12, 



wo 2004/032186 PCT/US2003/029569 
* each of which includes a die 14 electrically connected to the substrate 16 and coated with tiie 
molding compound 18. The substrate strip 22 includes a plurality of intercoiuiected substrates 
16 in the form of lead frames. The lead frames type substrate 16 are formed from a metallic 
material, such as copper or copper alloy. Each substrate 16 includes a die pad 80, to which the 
5 die 14 is adhered, and a plurahty of leads 28 spaced apart from the die pad 80. Disposed above 
the die 14 and partially encapsulated in the molding compoimd 18 of each package precursor 
12 is the heat spreader 20, which is interconnected with adjacent heat spreaders 20 to form the 
heat spreader precursor 24. The heat spreader precursor 24 used in the embodiment of FIG. 5 
is substantially similar to the heat spreader precursor 24 described with reference to the 

10 embodiment of FIGs. 1-4. 

Each lead 82 has an iimer lead end and an opposing outer lead end. Formed on inner 
lead end is the bond site 62, which is electrically coimected to the I/O pad 60 on tiie die 14. 
The outer lead end provides the land 68 for connecting to extemal circuitry. The leads 82 may 
have reduced thickness notch areas 84 disposed th^ein to ease singulation of the package 

15 precursors 12 by reducing the thickness of the substrate 16 that must be cut during singulation. 

: In the manufacture of the package strip 10 of FIG. 5, the heat spreader precursor 24 is 
placed over the dies 14 after the dies 14 have been attached to the die pads 80 and electrically 
connected to the leads 82 and before the molding compound 18 is appKed. The molding 
xompoxmd 18 is advantageously applied to the strip 10 using a block mold. After the molding 

20 compound 1 8 is cured, the package strip 10 is then cut along lines 28, such as by blade saw, 
punch, laser, water jet, etc., to singulate the package precursors 12 into individual packages, 
one of which is shown generally at 86 in FIG 6. 

As shown in FIG 6, each singulated package 86 includes a portion of the heat spreader 
precursor 24 (Fig. 5), which forms the heat spreader 20 for the package 86. The heat spreader 

25 20 is at least partially embedded in the molding compound 1 8 and has a peripheral cut edge 
portion 32 aligned with and not recessed from associated peripheral cut edge portions 34 and 
36 of the substrate 16 and molding compound 18, respectively. As in the previously-discussed 
embodiments, the heat spreader 20 enhances the thermal and advantageously electrical 
performance of the package 86. In addition, the heat spreader 20 shields the die 14 from 

30 electro-magnetic forces acting on the package 86, 

FIGs. 7a and 7b are each a cross-sectional elevation view of a package strip 10 having a 
lead frame type substrate 16 wherein the dies 14 are electrically connected to the substrate in 
flip-chip fashion. The package strip 10 is substantially similar to that shown in FIG 5, with the 
exception being that the lead frame substrate 16 of FIGs. 7a and 7b does not include a die pad. 
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and the leads 82 of FIGs. 7a and 7b extend beneath the die 14 for direct electrical connection 
with the I/O pads 60. As in the previous embodiments, the package strip 10 is cut along lines 
28, such as by blade saw, pimch, laser, water jet, etc., to singulate the package precursors 12 
into individual packages. FIG 7a depicts the package strip 10 wherein the dies 14 are 
5 separated from the heat spreader precursor 24 by the molding compound 1 8. Fig. 7b is 

identical to FIG 7b, with the exception being that in the package strip 10 of FIG 7b, the heat 
spreader precursor 24 is attached to each of the dies by a layer of material 88 having a higher 
thermal conductivity flian that of the molding compound 18. For example, the layer of 
material 88 may be a layer of thermally conductive paste or a layer of metallic mat^al 
10 disposed on the die 14. 

As shown in FIGs. 8a and 8b, each singulated package 90 includes a die 14 directly 
electrically connected to the leads 82. Each singulated package 90 also includes a portion of 
the heat spreader precursor 24 (FIG 7a and 7b), which forms the heat spreader 20 for the 
package 90. The heat spreader 20 is at least partially embedded in the molding compound 18 
15 and has a peripheral cut edge portion 32 aligned with and not recessed from associated 
peripheral cut edge portions 34 and 36 of the substrate 1 6 and molding compoimd 1 8, 
respectively. As in the previously-discussed embodiments, the heat spreader 20 enhances the 
thermal and electrical performance of the package 90. In the embodiment of FIG 8b, the layer 
of material 88 disposed between the die 14 and the heat spreader 20 further enhances the 
20 thermal performance of the package 90 by increasing the thermal conductivity between the die 
14 and the heat spreader 20. 

Referring to FIGs. 9 and 10, the heat spreader precursor 24 for use in the embodiments 
of FIGs. 1, 2, and 5-8 is shown. The heat spreader precursor 24 includes a plurality of 
intercotmected heat spreaders 20, each of which includes a planar top surface 92, an opposing 
25 planar bottom surface 94, and a shoulder surface 96 extending around, and refcessed from, the 
perimeter of the top surface 92. Each heat spreader 20 is intercotmected to adjacent heat 
spreaders 20 by a pair of tie bars 98. As can be seen in tiae elevation view of FIG 10, the tie 
bars 98 and shoulders 96 form the reduced thickness notch area 38. Disposed around the 
pCTimeter of the heat spreader precursor 24 are the legs 26. It will be appreciated that, 
30 although it is not shown, the heat spreader precursor for the embodiment of FIGs. 3 and 4 may 
be obtained from the heat ^reader precursor 24 by shaping the tie bars 98 into legs 52, as 
depicted in FIGs. 3 and 4. 

The heat sfpreader precursor 24 may be formed from a sheet of any material having a 
thermal conductivity greater than that of the molding compound 18. Preferably, the heat 

10 
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' Spreader precursor 24 is a metal such as, for exa]iq>l6, copper, aluminum, or alloys containing 
one or more of copper and aluminum. Copper and copper base alloys are preferred, for 
example, where higher thermal conductivity is required, while aluminmn or an aluminum base 
alloy is preferred where a lighter weight heat spreader is required. As defined herein, the terai 
5 "aUoy" refers to a mixture of two or more metals, or of one or more metals with certain 

nonmetalUc elements, and the term "base" used in association with a metal refers to an alloy 
that contains at least 50 wt% of the specified element. Portions of each heat spreader 20, 
especially the top surface 92, which is exposed at the top of the package, may be plated with a 
metal, such as nickel, to prevent oxidation. The heat spreader 20 may also be treated for anti- 

10 tamishing and/or aesthetic properties using any convenient method, such as, for example, 
providing a black oxide coating on its sur&ce. 

The sheet of conductive material forming the heat spreader precursor 24 preferably has 
a thickness of between about 0.2 millimeters (mm) to about 0.5 nam, and more preferably 
between about 0.2 mm to about 0.3 mm. The features of the heat spreader precursor 24, 

15 including the tie bars 98 and legs 26, may be formed using any known method such as 

stamping, chemical etching, laser ablation, or the like. The legs 26 are preferably formed into 
down-set shape by bending. The reduced thickness notch areas 38 are preferably formed using 
a controlled subtractive process such as chemical etching or laser ablation. The reduced 
thickaess notch areas 38 are preferably etched sufficiently to provide a shoulder 96 and tie bar 

20 98 thipkness of between about 25% to about 60% of the thickness of the heat spreader 20 (i.e., 
the thickness between the top and bottom surfaces 92, 94), and more preferably between about 
50% to about 60% of this thickness. Thicknesses within this preferred range provide sufficient 
clearance in tiie reduced thickness notch area 38 to receive molding compound 18, which locks 
the heat spreader 20 in the package, and reduces a sufficient amount of the metal to ease 

25 singulation. 

Referring to FIG, 1 1, an alternative embodiment of the heat spreader precursor 24 is 
shown wherein each heat spreader 20 includes a protmsion 100 ext^ding fix>m the bottom 
surface 94, Each protrusion 100 contacts an associated die 14 when the heat spreader 20 is 
installed in the package, thus allowing heat from the die 14 to be directly conducted to the heat 
30 spreader 20. The heat spreader may be attached to the die using epoxy, adhesive, or the like. 
It will be appreciated that the heat spreader having the protrusion may be used in any of the 
embodiments of FIGs. 1-8. 

Referring to FIGs. 12 and 13, another alternative embodiment of the heat spreader 
precursor 24 is shown. In the embodiment of FIG 12, the heat spreader precursor 24 includes 

11 
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a plurality of interconnected heat spreaders 20, each of which includes a planar top surface 92, 
an opposing planar bottom surface 94, and a shoulder smrface 96 extending around, and 
recessed from, the perimeter of the top surface 92. Each heat spreader 20 is interconnected to 
adjacent heat spreaders 20 by a recessed planar portion 102. As can be seen in the elevation 
5 view of FIG 13, the recessed planar portion 102 forms the portion of the reduced thickness 
notch area 38 that is cut during singulation. Disposed around the perimeter of the heat 
spreader precursor 24 are the legs 26, and disposed through portions of the legs 26 is a plurality 
of through holes 104, which allow the ingress of molding compound 18. 

The sheet of conductive material forming the heat spreader precursor 24 of FIGs. 12 

10 and 13 preferably has a thickness of between about 0.2 mm to about 0.5 mm, and more 

preferably betwerai about 0.2 mm to about 0.3 mm. The features of the heat spreader precursor 
24, such as the legs 26 and through holes 104, may be formed using any known method such as 
stamping, chemical etching, laser ablation, or the like. The legs 26 may be formed into shape 
by bending. The shoulder areas 26 are preferably etched to provide a thickness of between 

15 about 25% to about 60% of the thickness of the heat spreader 20 (i.e., the thickness between 
the top and bottom surfaces 92, 94), and more preferably between about 50% to about 60% of 
this thickness. Thicknesses within this preferred range provide sufficient clearance in the 
reduced thickness notch area 38 to receive molding compound 18, which locks the heat 
spreader 20 in the package, and reduces a sufi&cient amoimt of the metal to ease singulation. 

20 The heat spreader precursor 24 of FIGs 12 and 13 may also include protrusions 100 for 
contacting the dies 14, as shown in FIG. 14. 

Referring to FIGs. 15 and 16, another alternative embodiment of tiie heat spreader 
precursor 24 is shown. In the embodiment of FIG 15, the heat spreader precursor 24 includes 
a plurality of interconnected heat spreaders 20, each of which includes a planar top surface 92, 

25 an opposing planar bottom surface 94, and a shoulder surface 96 extending aroimd, and 

recessed from, the perimeter of the top surface 92. Each heat spreader 20 is intercoimected to 
adjacent heat spreaders 20 by a recessed planar portion 102. As can be seen in the elevation 
view of FIG 16, the embodiment of FIGs. 15 and 16 corresponds to the heat spreader precursor 
24 of FIG 3, wherein the heat spreader precursor 24 includes down-set legs 52 positioned 

30 between each of the package precursors 12 in addition to the legs 26 disposed at the perimeter 
of the heat spreader precmrsor 24. The recessed planar portion 102 forms the bottom portions 
of tiie legs 52, which are cut during singulation. Disposed through portions of the legs 26 and 
52 is a plurality of through holes 104, which allow the ingress of molding compound 18. The 
number and position of the through holes 104 may be changed from that depicted in FIGrs. 15 
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and 16 to provide different patterns of legs 26 and 52, as may be necessary it the heat spreader 
20 is to be electrically connected to the substrate 16, as described with reference to FlGs. 3 and 
4. 

The sheet of conductive material forming the heat spreader precursor 24 of FIGs. 15 
5 and 16 preferably has a thickness of between about 0.2 mm to about 0.5 mm, and more 

preferably between about 0.2 mm to about 0.3 mm. The features of the heat spreader precursor 
24, such as the through holes 104, may be formed using any known method such as stamping, 
ch^nical etching, laser ablation, or the like. The legs 26 and 52 may be formed into shape by 
bending. The shoulder areas 26 are preferably etched to provide a thickness of between about 
10 25% to about 60% of the thickness of the heat spreader 20 (i.e., flie tiiickness between the top 
and bottom surfaces 92, 94), and more preferably between about 50% to about 60% of fliis 
thickness. The heat spreader precursor 24 of FIGs 15 and 16 may also include protrusions 100 
for contacting the dies 14, as shown in FIG. 17, 



15 heat spreader precursor 24 and substrate strip 22 are depicted as having an array or matrix of 
three interconnected package precursors 12. It will be appreciated, however, that tibe present 
invention is applicable to any package strip 10 having two or more interconnected package 
precursors 12 are assembled in array or matrix fashion. For example, FIGs. 18 and 19 dqpict a 
: package strip 10 configured for assembly 2x2 matrix of interconnected package precursors. 

2Q, . : . FIG 18 is a plan view of an example of a package strip 10 of the present invention in 

various stages of manufacture. FIG 19 is a cross-sectional elevation view of the package strip 
10 of FIG 18, and FIG 20 is a flow chart depicting a method 118 for manufacturing a molded 
plastic package, which may be used to manufacture any of the embodiments described herein* 
In tihie method 118, each die 14 is secured to the substrate strip 22 using any convenient 

25 method, such as solder, epoxy, double sided adhesive tape, and the like (block 120 of method 
118). After the dies 14 are secured to the substrate strip 22, wires 64 are individually 
cormected between the I/O pads 60 on the dies 14 and the bond sites 62 on the substrate strip 
22 (block 122). Alternatively, where the I/O pads 60 are to be electrically connected to the 
bond sites 62 using a flip-chip method, steps 120 and 122 are performed simultaneously, with 

30 the electrical connection between each die 14 and the substrate strip 22 also serving to 
mechanically attach the die 14 on the substrate. 

After the dies 14 have been electrically connected to the substrate strip 22, thermally 
conductive material 88 (FIG 7b) may be apphed to the back of the dies if it is desired to have 
the heat spreaders 20 connected to the die 14 in each package (block 124). The heat spreader 



In each of the embodiments described above, the package strip 10 and its associated 
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precursor 24 is then disposed over the dies 14 with each heat spreader 20 in the heat spreader 
precursor 24 aUgned above its respective die 14, and the legs 26 on the heat spreader precursor 
24 are coupled to the substrate strip 22 using solder, epoxy, double sided adhesive tape, and the 
like (block 126). 

With the heat spreader precursor 24 in position, the package precursors 12 are coated 
with molding compound 18 using a block molding method (block 128). That is, a continuous 
coating of molding compound 18 ovennolds each package precursor 12 in the matrix of the 
package precursors 12. As shown in FIG 18, the top surface 92 of each heat spreader 20 
remains exposed from the molding compound 18. After the molding compound 18 has been 
cured, the array of electrical conductors 70 (e.g., solder balls, solder bumps, solder paste, pins, 
etc.) may be attached to the substrate strip (block 130). The package precursors 12 are then 
singulated along lines 28 using any convenient method, such as, for example, saw, punch, laser, 
or water jet, to provide individual packages (block 132). It will be appreciated that method 118 
may include various inspection steps, curing steps, cleaning steps, or other steps as may be 
necessary for a particular package design. 

Method 118 provides for the automated manufacture of thermal enhanced molded 
plastic packages while eliminating some of the complex manufacturing steps associated with 
methods of the prior art For exanople, method 118 allows the use of a block molding 
technique for molding tiie packages in the package strip. As a result, the present invention 
eliminates the problems associated with individual molding techniques uised in the manufacture 
of thermally enhanced molded plastic packages of the prior art. In addition, because tiie heat 
spreader precursor 24 of tihe preset invention does not need to be attached to liie substrate 
within each individual package, the present invention eliitninates the need to secure the heat 
spreader to the substrates wifliin the individual package precursors using a dielectric adhesive, 
as is necessary in methods of the prior art. 

A number of embodiments of the present invention have been described. Nevertheless, 
it will be understood that various modifications may be made without departing firom the spirit 
and scope of the invention. Accordingly, other embodiments are wittiin the scope of the 
following claims. 
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AMENDED CLAIMS 

[received by the Intemational Bureau on 13 October 2004 (13.10.04); 
original claim 1 amended, other claims unchanged] 



1. A device cQnqsising: 

a substrate (16) having first and second generally opposite surfaces, the 
substrate (16) first sur&ce having a plurality of bond sites (62) disposed thereon; 

a die (14) mounted to tiie first surface of the substrate (16), the die (14) having 
first and second generally opposite surfaces paraUel to the substrate (16) first and second 
surfeces, the die (14) first surface having a phwalily of I/O pads (60) disposed thereon, (be I/O 
pads (60) being electrically connected to the bond ates (62); 

a molding compound (18) oic^ssulatmg the die (14) and at least ibe first 
surface of the substrate (16); 

a heat spreader (20) at least partially onbedded in tbe molding oonqiound (18) 
and having a peripheral cut edge portion (32) aligned ydOi and not recessed fiom associated 
peripheral cut edge portions (34, 36) of the substrate (16) and molding conqmund (1 8). 

2. Tte device ofclaim I, Mdiereintiie heat spreader (20) has first and second 
graerally opposite surfeces paralld to the die (14) first and second surfeces. the heat qi^^ 
(20) second surfece being covered by the molding compound (18) and the heat spreader (20) 
first siD&»e being uiicoveied by ^ moldmg c<»iq>ound (18). 

3. The device ofclaim 2, wiierein the heat spreader (20) is thermally connected to 
tiie die by a material (88) having a thermal conductivity higher fbaa a tfaemia] conductivity of 
the molding compound (18). 

4. The device of claim 2, v^herein the heat spreads (20) includes a protrusion 

( 1 00) extending fiom the heat spreader (20) second surfece, the ptotrusicm contactiiig the die 
(14). 

5. Tbe device ofcIaiml,vi4ierein the heat spreads (20) indudes a doivn-^te^ 
(52) contactiz^ the substrate (16) first surfece. 
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6. The device of claim 5, wherein the heat spreader (20) is electrically 
connected to the substrate (16). 

7. The device of claim 1, wherein the heat spreader (20) is entirely separated 
from the substrate (16). 

8. The device of claim 1 , wherein the heat spreader (20) includes through 
holes (104) disposed therein for the ingress of the molding compound (18) between the 
heat spreader (20) and the substrate (16). 

9. The device of claim 1, wherein the substrate (16) is a metallic lead frame. 

10. The device of claim 1^ wherein the substrate (16) comprises a dielectric 
matoial (66) having first electrical conductors (72) disposed th^eon, the first electrical 
conductors (72) being selected from at least one of electrically conductive traces, layers, 
vias» pros, and combiiiations including one or more of the foregoing. 

1 1* The device of claim 10 further conqxrisuig: 



fix>m at least one of solder balls, sold^ bumps, solder paste, pins, and combinations 
including one or more of the foregoing. 

12. The device of claim 1, forther comprising: 

a plurality of wires (64) or conductive tape strips, each being electrically connected 
between an I/O pad (60) on the die (14) first surface and a bond site (62) on the substrate 
(16) first surface. 

13. The device of claim 1, wherein each of the I/O pads (60) on tiie die (14) is 
direcdy electrically connected to a bond site (62) on die substrate (1 6) in flip-chip frishion. 



an array of second electrical conductors (70) electrically coicpling the 
substrate (16) to an external circuit, the second electrical conductors (70) being selected 
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14. A method for manufacturing packaged semiconductor devices^ the method 
comprising: 

disposing a plurality of dies (14) onto a plurality of interconnected substrates (16); . 
electrically connecting I/O pads (60) on each die (14) in the plurality of dies to 
5 bond sites (62) on an associated substrate (16) ia the pliirality of interconnected substrates; 

securing a plurality of interconnected heat spreaders (20) over the plurality of dies 

(14); 

overmolding the plurality of dies (14), the bond sites (62), and the plurality of 
interconnected heat spreaders (20) with a continuous coating of molding conq)oimd (18) to 
10. form a plurality of interconnected package precursors (12); and 

singulating the interconnected package precursors (12) to provide a plurality of 
packages. 

15. The method of claim 14, wherein the heat spreader (20) has first and 

15 second generally opposite surfaces parallel to the die (14) first and second surfaces, and 
wherein the overmolding results in the heat spreader (20) second surface being covered by 
the molding compound (1 8) and the heat ^reader (20) first surface being uncovered by 
the molding compound (1 8). 

20 1 6. The method of claim 1 5, fiirther comprising: 

applying a thermally conductive material (88) to ttie back of the plurality of dies 
after the electrically connecting and before the overmolding, the Hiermally conductive 
material (88) having a thermal conductivity hi^er than the tiiermal conductivity of the 
molding compound (18). 

25 

17. The method of claim 15, wherein the heat spreader (20) includes a 
protrusion (100) extending from the heat spreader (20) second surface, the protrusion 
contacting the die (14). 

30 18. The method of claim 14, wherein the plxurality of interconnected heat 

spreaders (20) include a down set portion disposed at a perimeter of the pluraUty of 
intercoimected heat spreaders, and wherein securing the plurality pf interconnected heat 

17 



PCT/US2003/029569 



spreaders over the plurality of dies includes disposing the down set portion on the plurality 
of interconnected substrates, and the singulating includes singulating through the down set 
portion to provide a package (30) having a heat spreader (20) entirely separated from the 
substrate (16). 

19. The method of claim 14, further comprising: 

electrically connecting each heat spreader (20) in the plurality of heat spreaders to 
an associated substrate (16) in the plurality of substrates. 

20. The method of claini 14, wherein the heat spreader (20) includes apertures 
disposed therein for the ingress of the molding compound (18) between tiie heat spreader 
(20) and the substrate (16). 

21 . The method of claim 14, wherein the substrate (16) is a metallic lead frame. 

22. The method of claim 14, wherein the substrate (16) comprises a dielectric 
material (66) having first electrical conductors (72) disposed thereon, the first electrical 
conductors (72) being selected from at least one of electrically conductive traces, layers, 
vias, pins, and combinations including one or more of the foregoing. 

23 . The method of claim 22, ftirther comprising: 

electrically coupling an array of second electrical conductors (70) to the 
substrate (16), tihe second electrical conductors (70) being selected from at least one of 
solder balls, solder bumps, solder paste, pins, and combinations including one or more of 
the foregoing. 

24. The method of claim 14, wherein the electrically connecting the I/O pads 
(60) to the bond sites (62) includes: 

wire bonding or tape bonding the I/O pads (60) to the bond sites (62). 
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25. The method of claim 14, wherein the electrically coimectiag the I/O pads 
(60) to the bond sites (62) includes: 

directly electrically connecting the I/O pads (60) to the bond sites (62) in flip-chip 
fashion. 
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